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METHOD AND APPARATUS FOR TEXTILE
SHEET MATERIAL

CROSS-REFERENCE TO RELATED PATENT
APPLICATIONS

This application 1s a Continuation of International Appli-

cation No. PCT/EP2004/008351 filed on Jul. 26, 2004, which
claims the benefit of German Priority Application No. DE 103
34 644.9 filed on Jul. 28, 2003. The entire disclosures of
International Application No. PCT/EP2004/008351 and Ger-
man Priority Application No. DE 103 34 644.9 are incorpo-
rated herein by reference.

BACKGROUND

The present invention relates to a method for processing a
textile sheet material and applications in which such textile
sheet materials may be utilized.

In particular in the case of vehicles, it 1s customary 1n the
interior to use fabrics or cloths which, on the one hand, have
an aesthetic value for enhancing the visual impression of the
vehicle 1nterior and, on the other hand, fulfill a safety func-
tion, for example, cover hard or sharp edges of components of
the vehicle (e.g., vehicle seats). For this purpose, textile sheet
materials of this type often have to have precisely predeter-
mined and reliably reproducible properties, 1n particular with
regard to their tearing resistance or 1n general their durability.

In particular 1n the case of vehicles (e.g., motor vehicles),
one or more what are referred to as airbags are frequently
provided to increase the safety of their users, 1n particular of
the occupants. What are referred to as side impact airbags
which are fitted either 1n a vehicle door or 1n a vehicle seat are
known. A seat of this type has, in particular, a seat surface and
a backrest and generally, to provide an advantageous visual
design, 1s provided covered by a cover. A vehicle seat of this
type 1s just one example of a vehicle component, which 1s also
referred to below as a device.

The provision of an airbag generally ivolves providing
what 1s referred to as an airbag module 1n the region of the seat
or of the vehicle component. The airbag module or the airbag
1s referred to below 1n simplified form as “airbag”. According
to the ivention, 1t 1s necessary, on the one hand, during
long-term use of the vehicle, for an advantageous appearance
of the component or of the seat to be ensured over the entire
service life of the vehicle, and, on the other hand, it 1s neces-
sary, 1n the event of the triggering of the airbag appearing
necessary, for the airbag to be safely, correctly and com-
pletely tniggered and deployed, this being ensured 1n all situ-
ations. These requirements are furthermore added to the
demand for cost-effective production and the use of cost-
elfective matenials.

For this purpose, for example, 1t 1s generally known, 1n the
case of a vehicle seat 1n which an airbag 1s integrated, to
provide a cover of the seat 1n such a manner that the airbag,
which inflates 1n the event of the vehicle being involved 1n an
accident tears open a seam of the cover 1n order to form an
outlet opening through which the side impact airbag expands.
Furthermore, 1t 1s generally known to limait the locations at
which the airbag emerges from the seat by attaching a rein-
forcing web. It 1s disadvantageous 1n this case that the loca-
tion at which the airbag can emerge from the seat 1s never-
theless not precisely defined because all of the remaining,
locations (apart from the connecting region) are suitable as
outlet locations. This effect 1s made worse by the fact that the
strength values of the materials mostly used as cover material
have a large variance over diflerent production batches and a
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large variance over the temperature range relevant for use in a
motor vehicle. Overall, the effect of an airbag 1s therefore less
readily foreseeable, which increases the number of tests nec-
essary belfore or during the production of seats of this type
and, as a result, increases the costs.

The strength values of textile sheet materials, 1n particular
the strength values of seams of textile sheet materials sewn up
to one another are i a known manner often dependent on
whether the material of the sewn-up sheet material unravels or
frays, 1.e. whether the structure of the matenal, for example 1ts
fabric structure, 1s durable or not. Known textile sheet mate-
rials (e.g., fabrics) have the tendency, after cutting, to lose
their fabric structure, 1n particular at the border (e.g., due to
fraying). This change 1n the fabric structure impairs the sta-
bility of a sheet material of this type, which 1s critical 1n terms
ol safety 1n particular for a use of sheet material of this type as
what 1s referred to as airbag belts or stabilizing layers, with
the result that measures are necessary to avoid such fraying,
for example by undertaking a laser-guided cutting of the
stabilizing layer with subsequent, partially implemented fus-
ing of the fibers on the border. However, a disadvantage of this
measure 1s that renewed cutting of the sheet material 1n turn
conceals the risk of once again weakening the seam proper-
ties. It 1s therefore disadvantageous that known textile sheet
materials are not durable 1n their structure (or, 1n the case of a
sealed edge, are only durable at the latter 1tself).

Accordingly, it would be desirable to provide an improved
textile sheet material and a method for processing 1t. It would
also be desirable to provide a textile sheet material and a
method for processing 1t 1n which a maximum degree of
precision of the strength values and a maximum degree of
reproducibility of the strength values of the sheet material
may be obtained. It would also be desirable to provide a
textile sheet material and a method for processing 1t in which
may be produced at a relatively low material cost and with a
relatively low number of tests to be carried out before or
during production to determine strength values.

SUMMARY

An exemplary embodiment of the mvention relates to a
method for processing a textile sheet material includes seal-
ing a sheet material in a sealing region. The sealing region
comprising at least one partial region of the surface of the
sheet material. The method also includes introducing a seam
into the sheet material and cutting the sheet material along a
cutting line.

Another exemplary embodiment of the invention relates to
a textile sheet maternial having a seam, a surface, and at least
one edge. The textile sheet material 1s processed by a method
comprising (a) sealing the textile sheet material in a sealing
region, the sealing region comprising at least one partial
region o the surface of the sheet material; (b) introducing the
seam 1nto the textile sheet maternal; and (¢) cutting the textile
sheet matenial along a cutting line.

Another exemplary embodiment of the invention relates to
a cover for a vehicle seat that includes a sheet material having
a seam, a surface, and at least one edge. The sheet material
includes a sealing region comprising at least one partial
region of the surface of the sheet matenial and a cutting line
along which the textile sheet material 1s cut.

Another exemplary embodiment of the invention relates to
a vehicle seat that includes a cover having a sheet matenal.
The sheet material includes a seam, a surface, and at least one
edge. The sheet material includes a sealing region comprising
at least one partial region of the surface of the sheet material
and a cutting line along which the textile sheet material 1s cut.
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BRIEF DESCRIPTION OF THE DRAWINGS

The mnvention 1s explained in more detail below with ref-
erence to exemplary embodiments illustrated in the drawings.

FI1G. 1 shows a diagrammatic illustration of a point accord-
ing to an exemplary embodiment at which a double layer of a
cover material 1s sewn up.

FIG. 2 shows a diagrammatic illustration of a fastening
seam according to the prior art provided with decorative
seams.

FI1G. 3 shows a diagrammatic illustration of a point accord-
ing to an exemplary embodiment at which a double layer of a
cover material 1s sewn up.

FIG. 4 shows a diagrammatic illustration of a fastening
seam according to an exemplary embodiment provided with
decorative seams.

FIG. 5 shows a diagrammatic 1llustration of a blank of a
sheet material according to an exemplary embodiment.

FIG. 6 shows a perspective illustration of a device accord-
ing to an exemplary embodiment.

DETAILED DESCRIPTION

According to an exemplary embodiment, a method for
processing a textile sheet material 1s provided. Such a sheet
material may be used, for example, as a cover for a vehicle
component such as an airbag.

The sheet material 1s sealed 1n a sealing region in a first
step, the sealing region comprising at least one partial region
ol the surface of the sheet material. A seam 1s introduced into
the sheet material 1n a second step, and the sheet material 1s
cut along a cutting line 1n a third step. By cutting the sheet
matenal after the sealing step and also again after a sewing
step, 1t 1s possible to reduce the production costs for the sheet
material. It 1s also possible for a product to be introduced
therefrom, such as, for example, an airbag or a cover because,
for example, layers of the cover which are situated 1mpre-
cisely above one another can be cut off in a flush manner
before sewing, which facilitates the sewing operation and
therefore makes 1t less expensive.

According to an exemplary embodiment, a textile sheet
material 1s provided which 1s manufactured in particular
according to the method, with a seam, a surface, and at least
one edge, the sheet material being provided sealed in a sealing
region, the sealing region including at least one partial region
of the surface ol the sheet material (and not just the edge or the
edge region). The edge corresponds to the cutting line (1.e.,
betore the cutting operation, the cutting line runs along the cut
ol the sheet material, the location of the cutting line forming
the edge after the cutting operation 1s carried out).

One advantageous feature of the sealing operation is that it
1s possible for the sheet material (although 1t 1n particular 1s a
critical safety part of the component or of the vehicle seat) to
be further processed and, in particular, cut 1n just the same
manner as other materials conventionally used for covers or
with covers of vehicle components, since the material 1s pre-
vented from fraying in the sealing region by the sealing.
Provision 1s preferably made for the cutting line and/or the
seam to be provided in the sealing region and for the sealing
region to be provided adjacent to the at least one edge and/or
for the seam to be provided 1n the sealing region. This advan-
tageously avoids a fraying or unraveling of the sheet material
in the region of the seam and/or 1n the region of the cutting
line, 1.e., the cut edge remaining after the cutting operation.
This considerably reduces the costs for production and, 1n
particular, for sewing up the sheet material according to the
invention and the devices containing the latter. Furthermore,
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it permits a relatively large amount of creative freedom with
regard to shaping and design of the vehicle component or of
the device according to various exemplary embodiments.

The sheet matenal 1s also referred to below as an airbag belt
and, 1n a particularly advantageous embodiment, 1s provided
as a tubular belt which 1s sewn into the seat cover. The airbag
belt then recerves the airbag module, which 1s situated, for
example, on the frame of the seat back and 1s intended for an
airbag integrated in the seat.

Sealing within the context of the present disclosure means
that the fibers of the fabric are at least partially connected to
one another 1n such a manner that the fabric does not disin-
tegrate (1.e., does not fray). This connection can take place by
means of an at least partial, temporary, softening of the fabric
structure (e.g., under the etfect of temperature or a solvent).
Furthermore, it 1s possible to connect the fibers to one another
using an adhesive. Frequently, a connection of the fibers to
one another on the fabric surface 1s suificient.

According to an exemplary embodiment, the cutting line 1s
provided essentially parallel to the seam and/or at least one
edge 1s provided essentially parallel to the seam and/or the
sealing region 1s provided 1n a predetermined width, in par-
ticular 5 mm, essentially parallel to the edge. It 1s thereby
possible to keep the seam allowance as small as possible and
nevertheless to obtain a very stable and above all reproducibly
stable connection of the seam. For the subsequent processing,
of the sheet material, for example to form covers, 1t 1s there-
fore possible for the seam flap to have the smallest possible
s1ze (1.e., width), and so for the seam to correspondingly have
less volume. It 1s therefore possible for a seam allowance
(excess length), which 1s necessary for technical reasons, of
approximately 8 mm, (which would unattractively thicken
the seam region without a subsequent cutting of the sheet
material ) to be shortened below, for example, to 5 mm, with-
out the seam (which 1s also referred to below as fastening
seam) losing hold.

Furthermore, according to an exemplary embodiment, the
sealing region 1s provided 1n a border region of the sheet
material. As a result, the sheet material can be processed 1n a
simple manner according to known methods which can be
used cost-ellectively to produce, for example, covers for air-
bags. In addition, provision 1s advantageously made accord-
ing to an exemplary embodiment for the sealing region to be
provided at a distance from the edge of the sheet material and
in a predetermined width, 1n particular 5 mm. As a result, 1t 1s
possible both to design the border of the sheet material 1n a
manner such that it can be cut and at the same time to keep the
sealing region comparatively small, which reduces the costs
for producing the sealing region. It 1s furthermore advanta-
geously possible to provide the nonfraying sealing region 1n
the border region, but in the interior of the sheet material in
such a manner that the fastening seam 1s provided in the
sealing region. The region to be sealed can therefore be kept
small, which reduces the production costs of the sheet mate-
rial according to the mnvention.

According to an exemplary embodiment, the sheet material
1s sealed 1n the sealing region by means of an ultrasound
treatment. This permits a particularly gentle and less destruc-
tive type of sealing which, 1in addition, can be applied by
means of a known technology which can be used cost-effec-
tively. As an alternative to a sealing by means of ultrasound
treatment, provision 1s also made according to an exemplary
embodiment to seal the sheet material by means of an adhe-
stve. Such an adhesive can be provided erther by means of a
material different from the material of the sheet material or,
preferably, by means of the same material of the sheet mate-
rial. In the second alternative case, 1.e., the use of an adhesive
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or of a material which seals the sheet material, 1.e., connects
the fibers of the sheet material, and 1s largely 1identical chemi-
cally to the fiber material, 1t 1s particularly advantageous that
additional tests and series of tests to investigate the influence
ol a chemically different material can be largely avoided.

The sheet material 1s preferably provided in such a manner
that the seam 1s at least partially provided as a predetermined
breaking point. In this case, the seam serves, at least in partial
regions, as a designated breaking point in the event of the
presence ol particular load ratios, for example during the
opening or the deployment of an airbag which 1s provided 1n
the device or component of the vehicle that 1s encased by the
sheet material.

According to an exemplary embodiment, the sheet material
1s a fabric, 1n particular a synthetic fabric, preferably a polya-
mide material, and particularly preferably a PA 6.6 (polya-
mide 6.6) material. This has the advantage that recourse can
be made to known and widely prevalent materials which, in
addition, can also be provided and processed cost-etiectively.

The sheet matenal 1s preferably further processed in such a
manner that the sheet material 1s sewn up together with other
layers by means of the seam, and the cutting of the sheet
material 1s carried out together with the other layers. The
sheet material 1s preferably provided as a stabilizing layer for
an airbag which, combined together with other layers, forms
a cover for a device according to an exemplary embodiment.

According to an exemplary embodiment, the sheet material
may be used to produce covers for a device such as an airbag
that may be integrated in a vehicle seat or other vehicle
structure. In particular, the cover includes a seam as a prede-
termined breaking point for an airbag. The cover comprises
layers, 1n particular fabric layers, which are conventionally
used for covers for producing components, in particular in
motor vehicles. Covers of this type are generally produced by
various blanks of assembled layers of different materials
being sewn up. In this connection, 1t 1s advantageous if the
blanks which are subsequently to be sewn up are once again
cut 1n their seam regions before the actual sewing-up because,
as a result, a more precise resting of the various materials used
for producing the cover on one another 1s possible.

According to an exemplary embodiment, 1t 1s possible to
bring about a fastening seam for connecting two blanks of the
cover to be produced and subsequently to produce decorative
seams 1n the region of the fastening seam (1.e., 1n the spatial
vicinity of or proximate to the fastening seam) in the material
ol the cover. During the production of the decorative seams, 1t
1s advantageous 11 just a single layer of the cover materials 1s
sewn up. This means that the border region produced during
the production of the fastening seam (1.e., the excess seam
length) either has to be provided to be as small as possible or
that the border region defined by the fastening seam on the
rear side (1.e., the side facing away from the visible side of the
cover) has to be cut off. The first of these alternatives presup-
poses that the maternial layers forming the cover {it on one
another with great precision or are aligned with one another 1in
particular in their border region, which advantageously takes
place by means of a cutting of the border before sewing. The
second of these alternatives likewise requires the matenals of
the cover and, 1n particular, of the sheet material to be cut off.
Such a cutting-oil 1s possible in a simple manner with the
sheet material without incurring losses with regard to the
stability of the cover due, for example, to fraying. Provision 1s
therefore made to use for the cover a sheet material which
makes 1t possible, after a rough cutting and sewing-up, to
carry out a precise cutting together with layers of other, dii-
ferent materials or to bring about a cutting of a small border
remaining outside the seam. This 1s not possible 1n the case of
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known and unsealed sheet materials—or sheet materials not
sealed extensively 1n the interior—in particular 11 it 1s stipu-
lated for the sheet material that 1t must no longer be cut after
a first cutting—ypossibly provided with an edge sealing
directed against fraying on the border—or 1t 1t 1s stipulated for
the sheet material that a not inconsiderable seam allowance
of, for example, 8 mm has to remain. Such stipulations make
the seam to be brought about unattractive and cause it to be
thicker.

By means of the exemplary embodiments described herein,
it 15 possible to obtain a relatively great creative freedom with
regard to the shape of the cover and therefore also the visual
or aesthetic properties of the device. For example, 1t 1s pos-
sible for decorative seams to combine just a single layer of the
maternals of the cover. Furthermore, 1t 1s possible to sew up
thicker cover layers—itor example thick (e.g., greater than 18
mm ) heating layers or heating pads, in which a double layerin
the region of the decorative seams would not be possible or
would be disproportionately expensive. The cover can
thereby be provided on the device 1n a smoother and visually
more advantageous manner.

FIG. 1 shows a diagrammatic 1llustration of a point accord-
ing to an exemplary embodiment at which a double layer of a
cover material, which 1s used for producing a cover 6, 1s sewn
up. At the sewing-up point i1llustrated, the double layer of the
cover material comprises a first individual layer 6a of the
cover 6 and a second 1ndividual layer 65 of the cover 6. The
two individual layers 6a, 65 are connected to each other by a
seam 2 which 1s also referred to below as fastening seam 2.
The first individual layer 6a comprises a first blank 10q of a
textile sheet material 10, a first blank 20a of a functional layer
20 and a first blank 30a of a decorative material 30. The
second 1ndividual layer 65 comprises a second blank 1056 of
the textile sheet material 10, a second blank 2054 of the func-
tional layer 20 and a second blank 305 of the decorative
material 30. The fastening seam 2 1s brought about at the
sewing-up point through both layers 6a, 65 of the cover 6.
Furthermore, a first decorative seam 4 1s brought about
through the first layer 6a and a second decorative seam 5 1s
brought about through the second layer 6b. The decorative
seams 4, 3 between the fastening seam 2 and the border region
of the cover 6 are brought about at different distances from the
fastening seam 2, but this serves primarily for better 1llustra-
tion and differentiability of the decorative seams 4, 5. Accord-
ing to an exemplary embodiment, the decorative seams 4, 5
may also be arranged at the same distance from the fastening,
seam 2.

FIG. 2 shows a diagrammatic illustration of a fastening
seam 2 according to the prior art provided with decorative
scams 4, 3. In this case, in contrast to the design of the
decorative seams 4, 5 according to the exemplary embodi-
ment that 1s 1llustrated in FIG. 1, the decorative seams 4, 5 are
also provided through 1n each case a double layer of the cover
6. In this configuration, the seam region around the fastening,
seam 2 becomes particularly thick and awkward, which leads
to visual disadvantages and furthermore, during the produc-
tion of a seam of this type, leads to disadvantages, greater
waste and therefore to higher costs. The one side of that part
of the cover 6 which 1s connected by means of the fastening
seam 2 has a first blank 104 of the sheet material 10, a first
blank 20qa of a functional layer 20 and a first blank 30a of a
decorative material 30. The other side of that part of the cover
6 which 1s connected by means of the fastening seam 2 has a
second blank 1054 of the sheet material 10, a second blank 2056
of a functional layer 20 and a second blank 305 of a decorative
material 30.



US 7,448,643 B2

7

FIG. 3 shows, 1n a manner analogous to FIG. 1, a diagram-
matic 1illustration of a point according to an exemplary
embodiment at which a double layer of a cover material,
which 1s used for producing a cover 6, 1s sewn up. The same
reference numbers stand for the same parts of the arrange-
ment. The method according to an exemplary embodiment 1s
explained 1n more detail in FIG. 3. Again, two individual

layers 6a, 66 of the cover material are sewn up by means of the
seam 2, with, 1n particular, a layer 10a, 105 of the textile sheet
material 10 also being provided sewn-up with the other lay-
ers. The sheet material 10 has the sealing region 13 as a partial
region of 1ts surface. In FIG. 3, the seam 2 1s not provided in
the sealing region 15. However, 1t 1s possible according to an
exemplary embodiment to provide the seam 2 1n the sealing
region 15. Furthermore, FIG. 3 1illustrates a cutter 19 as an
example of a cutting means 19 by means of which the layers
of the cover material which are sewn up with one another are
once again cut 1 a flush manner after a rough first cut (chro-
nologically before the sewing-up operation). In this connec-
tion, provision 1s made 1n the exemplary embodiment of FIG.
3 for the edge 17 which 1s produced by the cutting of the
cutting means 19 and 1s indicated 1n FIG. 3 by a dotted line to
be provided such that 1t 1s guided through the sealing region
15. The method according to this exemplary embodiment
includes three steps: sealing, sewing, and cutting. According
to an exemplary embodiment, the cutting means 19 may also
be designed, in particular, as a laser.

FIG. 4 shows a diagrammatic illustration of a fastening
seam 2 according to an exemplary embodiment provided with
decorative seams 4, 5. The same reference numbers again
stand for the same parts of the arrangement. In spite of the
sheet material 10 which has been sewn 1n and determines the
strength or the stability of the arrangement, the seam allow-
ance, 1n particular the seam allowance of the airbag seam
provided as predetermined breaking point, can be reduced,
for example from 8 mm to 3 mm, because of the cutting of the
closing seam that can be implemented after the sewing opera-
tion. A sewing process of this type 1s therefore less critical, in
particular in the case of thick cover materials, the sewing
capability 1s higher and the visual appearance 1s substantially
improved. The method and the sheet material 10 can be used
wherever seam allowances have to be reduced, for example in
conjunction with airbag belts, on door panels, on overhead
systems or the like.

FIG. 5 shows a diagrammatic 1llustration of a blank of a
sheet material 10 according to an exemplary embodiment.
The sheet material 10 has a first surface 11, a second surface
12, an edge 17 and a border region 16 which has the sealed
region 15. The first surface 11 1s visible in FIG. 5. The edge 17
arises owing to the fact that, after a seam 2 (not illustrated 1n
FIG. 5) 1s introduced into the sheet material 10, the blank 1s
cut, to be precise along the edge 17 which corresponds to the
cutting line before cutting has taken place, which cutting line
1s likewise referred to by the reference number 17. The ret-
crence number 18 refers to the earlier edge of the blank, 1.e.,
the edge which existed chronologically before the cutting
operation implemented with the cutting means 19. In the
sealed region 15, a fraying of the fabric material of the sheet
material 10 1s effectively opposed by the sealing bringing
about an at least partial connection or welding together of the
fibers of the fabric. The sealed region 15 1s at least partially
provided 1n the interior of the blank, so that the sealed region
15 1s not only situated at the edge 17 of the blank. Even 1f the
sealed region 15 extends as far as the border 17 of the blank,
the sealing region 15 in the interior of the sheet material 10 1s
provided by the sealing on a strip of, for example, 5 mm.

FIG. 6 shows a perspective illustration of a device 1 accord-
ing to an exemplary embodiment which 1s provided as a seat
or as another component of a motor vehicle. The device 1 has
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an airbag module 7 (not visible from the outside) and an outer
decorative cover 6, the cover 6 having, as different layers, 1n
particular the sheet material 10, a functional layer 20 and a
layer of a decorative material 30. The functional layer 20
serves, for example, as a heating layer, as a padded layer, as a
cooling layer or as a combination layer of a plurality of these
functions. The functional layer 20 and the decorative material
30 are also referred to below as the other layers 20, 30 of the
cover 6. According to an exemplary embodiment, the deco-
rative material 30 1s provided as a customary outer material
for decorative components of motor vehicles, for example 1n
leather, 1n synthetic materials such as polypropylene, or other
materials of this type. A fastening seam 2 1s provided in the
cover 6 and 1s provided 1n particular in such a manner that two
blanks of the materials of the cover 6 are provided connected
to each other, with the fastening seam 2 serving as a prede-
termined breaking point of the cover 6 1n the event of the
airbag 7 being triggered. In this case, the sheet material 10 1s
preferably provided as a sheet material which stabilizes the
cover, 1n particular 1n the form of an airbag belt 10, 1n such a
manner that 1t brings about an opening of the cover 6 only in
the region of the fastenming seam 2 by virtue of its high tearing
resistance in regions outside the fastening seam 2 1n compari-
son to the strength of the other components of the cover 6.

It 1s also mmportant to note that the construction and
arrangement ol the sheet material and the various products
using such material as shown 1n the preferred and other exem-
plary embodiments is 1llustrative only. Although only a few
embodiments of the present inventions have been described in
detail 1n this disclosure, those skilled 1n the art who review
this disclosure will readily appreciate that many modifica-
tions are possible (e.g., variations in sizes, dimensions, struc-
tures, shapes and proportions of the various elements, values
of parameters, mounting arrangements, use of materials, col-
ors, orientations, etc.) without materially departing from the
novel teachings and advantages of the subject matter recited
in the claims. For example, elements shown as integrally
formed may be constructed of multiple parts or elements, the
position of elements may be reversed or otherwise varied, and
the nature or number of discrete elements or positions may be
altered or varied. Accordingly, all such modifications are
intended to be included within the scope of the present mven-
tion as defined 1n the appended claims. The order or sequence
of any process or method steps may be varied or re-sequenced
according to alternative embodiments. Other substitutions,
modifications, changes and omissions may be made 1n the
design, operating conditions and arrangement of the pre-
ferred and other exemplary embodiments without departing
from the scope of the present inventions as expressed in the
appended claims.

What 1s claimed 1s:
1. A method for processing a textile sheet material com-
prising:

providing a sheet material having a portion that i1s to be
removed;

sealing the sheet maternial in a sealing region, the sealing
region comprising at least one partial region of a surface
of the sheet matenial and being spaced apart from an
edge of the portion of the sheet matenial that 1s to be
removed;

introducing a seam 1nto the sheet material;

cutting the sheet material along a cutting line after sealing
the sheet material;

producing a cover from the textile sheet material; and

producing a vehicle seat with the cover.

2. A method for processing a textile sheet material com-
prising:
providing a sheet material having a portion that i1s to be
removed:
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sealing the sheet material 1n a sealing region, the sealing
region comprising at least one partial region of a surface
of the sheet material and being spaced apart from an
edge of the portion of the sheet matenal that 1s to be
removed; 5
introducing a seam into the sheet material; and

cutting the sheet material along a cutting line after sealing

the sheet material,

wherein the cutting line 1s provided in the sealing region.

3. The method of claim 2, wherein the step of introducing 10
the seam comprises introducing the seam in the sealing
region.

4. The method of claim 2, wherein the cutting line 1s pro-
vided essentially parallel to the seam.

5. The method of claim 2, wherein step of sealing the sheet 15
material in the sealing region comprises utilizing an ultra-
sound treatment.

6. The method of claim 2, further comprising sewing the
sheet material up together with other layers by means of the
seanm. 20

7. The method of claim 6, wherein the step of cutting the
sheet matenal 1s carried out together with the step of sewing
the sheet material up together with the other layers.

8. A textile sheet material comprising:

a seam, 25

a surface; and

at least one finished edge; wherein the textile sheet material

1s processed by a method comprising (a) providing the
textile sheet material with a portion that is to be
removed; (b) sealing the textile sheet matenal in a seal- 30
ing region, the sealing region comprising at least one
partial region of the surface of the sheet material and
being spaced apart from an edge of the portion of the
sheet material that 1s to be removed; (¢) introducing the
seam 1nto the textile sheet material; and (d) cutting the 35
textile sheet material along a cutting line after sealing the
textile sheet material to form the at least one finished
edge, and

wherein the textile sheet material 1s part of a cover for a

vehicle seat. 40

9. The sheet material of claim 8, wherein the cover com-
prises a first layer and a second layer, the first layer and the
second layer being connected to each other by the seam,
wherein the first layer and the second layer are each formed of
a plurality of blanks. 45

10. The sheet material of claim 8, wherein the seam 1s
provided 1n the sealing region.

11. The sheet material of claim 8, wherein the at least one
finished edge 1s provided essentially parallel to the seam.

12. The sheet material of claim 8, wherein the sealing 50
region 1s provided 1n a predetermined width essentially par-
allel to the at least one finished edge.

13. A textile sheet material comprising:

a seam,

a surface; and 55

at least one finished edge; wherein the textile sheet material

1s processed by a method comprising (a) providing the
textile sheet material with a portion that is to be
removed; (b) sealing the textile sheet maternial 1in a seal-
ing region, the sealing region comprising at least one 60
partial region of the surface of the sheet material and
being spaced apart from an edge of the portion of the
sheet material that 1s to be removed; (¢) introducing the
seam 1nto the textile sheet material; and (d) cutting the
textile sheet material along a cutting line after sealing the 65
textile sheet material to form the at least one finished
edge, and
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wherein the textile sheet matenal 1s a stabilizing layer for
an airbag.

14. The sheet material of claim 13, wherein the seam 1s at

least partially provided as a predetermined breaking point.

15. The sheet material of claim 13, wherein the textile sheet
material 1s a polyamide fabric.

16. A cover for a vehicle seat comprising:

a sheet material comprising a seam, a surface, and at least

one finished edge;

wherein the sheet material comprises a sealing region com-
prising at least one partial region of the surface of the

sheet material and a cutting line along which the textile

sheet material 1s cut after a seal 1s provided 1n the sealing,
region to provide the at least one finished edge, the
sealing region mitially being spaced apart from an edge
of a portion of the sheet material that 1s removed after
cutting the sheet material along the cutting line.

17. The cover of claim 16, wherein cover 1s utilized 1n a
vehicle seat.

18. The cover of claim 16, wherein the sheet material
comprises at least one decorative seam provided proximate
the seam, the decorative seam being sewn 1n a single layer.

19. The cover of claim 16, wherein the sealing region 1s
provided 1n a predetermined width.

20. The cover of claim 16, wherein the seam 1s provided 1n
the sealing region and the at least one finished edge 1s pro-
vided essentially parallel to the seam.

21. The cover of claim 16, wherein the sheet material 1s a
stabilizing layer for an airbag.

22. The cover of claim 16, wherein the seam 1s at least
partially provided as a predetermined breaking point for an
airbag.

23. A vehicle seat comprising:

a cover comprising a sheet material, the sheet material
comprising a seam, a surface, and at least one finished
edge;

wherein the sheet material comprises a sealing region com-
prising at least one partial region of the surface of the

sheet material and a cutting line along which the textile

sheet material 1s cut after a seal 1s provided in the sealing
region to provide the at least one finished edge, the
sealing region 1nitially being spaced apart from an edge
of a portion of the sheet material that 1s removed after
cutting the sheet material along the cutting line.

24. The vehicle seat of claim 23, wherein the sheet material
comprises at least one decorative seam provided proximate
the seam, the decorative seam being sewn 1n a single layer.

25. The vehicle seat of claim 23, wherein the cover com-
prises a lirst layer and a second layer, the first layer and the
second layer being connected to each other by the seam,
wherein the first layer and the second layer are each formed of
a plurality of blanks.

26. The vehicle seat of claim 23, wherein the seam 1s

provided 1n the sealing region.

27. The vehicle seat of claim 23, wherein the at least one
fimshed edge 1s provided essentially parallel to the seam.

28. The vehicle seat of claim 23, wherein the sealing region
1s provided 1n a predetermined width essentially parallel to
the at least one finished edge.

29. The vehicle seat of claim 23, wherein the seam 1s at
least partially provided as a predetermined breaking point.

30. The vehicle seat of claim 23, wherein the textile sheet
material 1s a polyamide fabric.

31. The vehicle seat of claim 23, further comprising an
airbag provided 1n the vehicle seat.

32. The vehicle seat of claim 31, wherein the sheet material
1s a stabilizing layer for the airbag.
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